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(57) ABSTRACT

A sheet of material (21, 61, 81) formed for control bending
along a bend line (23, 63) while maintaining a continuous
web of material (26) across the bend line (23, 63). The sheet
has at least one groove (22, 62, 82) formed therein with a
central groove portion (24, 64, 84) extending 1n the direction
ol and positioned proximate to a desired bend line (23, 63).
The groove 1s formed with a continuous web of material (26)
at a bottom of the groove (22, 62, 82) and has a configuration
defining at least one bending strap (27, 67) extending across
the bending line (23, 63) at the end of the groove with a
centerline (28) of the bending strap (27, 67) oriented
obliquely across the bend line (23, 63) so that a balancing of
the forces during bending of the web along the central portion
(24, 64, 84) of the grooves and bending of the oblique bending
strap occur and control the location of bending of the sheet. A
method of preparing a sheet of matenial (21, 61, 81) for
bending while maintaining a continuous membrane (26)
across the bend line (23, 63) 1s also disclosed.

26 Claims, 5 Drawing Sheets
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SHEET MATERIAL WITH BEND
CONTROLLING GROOVES DEFINING A
CONTINUOUS WEB ACROSS A BEND LINE
AND METHOD FOR FORMING THE SAME

RELATED APPLICATIONS

This application 1s a divisional application of U.S. patent
application Ser. No. 10/931,613, filed Aug. 31, 2004, and

entitled Method For Forming Sheet Material With Bend Con-
trolling Grooves Defimng A Continuous Web Across A Bend
Line, now U.S. Pat. No. 7,263,869 which 1s a continuation-
in-part application of U.S. patent application Ser. No. 10/795,
077, filed Mar. 3, 2004, and entitled Sheet Material with Bend
Controlling Displacements and Method for Forming the
Same, now U.S. Pat. No. 7,152,450, which 1s a continuation-
in-part application of U.S. patent application Ser. No. 10/672,
766, filed Sep. 26, 2003, and entitled Techniques for Design-
ing And Manufacturing Precision-Folded, High-Strength,
Fatigue-Resistant Structures And Sheet Therefor, now U.S.
Pat. No. 7,152,449, which 1s a continuation-in-part applica-
tion of U.S. patent application Ser. No. 10/256,870, filed Sep.
26, 2002, and entitled Method for Precision Bending of Sheet
Materials, now U.S. Pat. No. 6,877,349, which 1s continua-
tion-in-part application of U.S. patent application Ser. No.
09/640,267, filed Aug. 17, 2000, and entitled Method for
Precision Bending of a Sheet of Material and Shit Sheet
Theretfor, now U.S. Pat. No. 6,481,259 B1, the entire contents

of which 1s incorporated herein by this reference.

TECHNICAL FIELD

The present invention relates, 1n general, to precision bend-
ing or folding of sheet material, and more particularly, relates
to preparing sheet material for bending by grooving the same
so that a continuous web or membrane remains at the bottom
of the groove, which web extends across the bend line when
the sheet 1s bent.

BACKGROUND ART

The present method and apparatus are based upon sheet
slitting and grooving geometries disclosed in depth 1n the
above set forth related applications, which are each incorpo-
rated herein by reference 1n their entireties. In these related
applications several techniques or manufacturing processes
for forming slits and/or grooves that will precisely control
bending of sheet material are disclosed. The emphasis in
these related applications 1s 1n connection with the use of slits
which penetrate completely through the sheet of material.
Both slits and grooves or displacements can be provided
which control bending by reason of their configuration and
the orientation of the bending straps at the ends of the slits or
grooves. For slit sheets, edge-to-face engagement of the sheet
of material on opposite sides of the slits also 1s employed to
achieve precision 1n the location of the bends.

These priorrelated applications also contemplate the use of
grooving of the sheet material by various techniques 1n order
to have a sheet of material 1n which there 1s a continuous web
or membrane at the bottoms of the grooves. Such a web or
membrane will allow the bent sheet material to be fluid-tight
across the bend line for applications which require contain-
ment of a fluid and for use 1n electronic equipment housings
as electromagnetic interference (EMI) shielding.

While 1n the prior related applications the emphasis was on
controlling the location of the bend precisely by using edge-
to-face interengagement of the sheet material on opposite
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2

sides of the slits or grooves, 1t has been discovered, and 1t 1s an
important feature of the invention of the present application,
that controlling of the positioning of the bend line on the sheet
of material can be accomplished by a combination of groove
location and bending straps configuration. Thus, a balancing
ol bending forces can be setup that will control location of the
bend line without the need for edge-to-face interengagement
ol the sheet material on opposite sides of a slit. This grooving
technique allows fluid-tight and EMI shielding housings to be
constructed by bending sheet material with grooves and bend-
ing straps that control bending with sufficient precision that
complex housings for electronic products and tluid-contain-
ing applications can be achieved.

Grooving of sheet material 1n order to facilitate bending 1s
broadly known 1in the patent literature. Thus, continuous
grooves which do not penetrate through a sheet have been
used to cause bending of the sheet along the approximate
centerline of the grooves. Similarly, discontinuous grooves
which are aligned along the bend line also have been used.
Finally, grooves which are laterally and longitudinally-offset
along opposite sides of a bend line also have been employed
as strategy for bending sheet material. Typical of the patent
references disclosing these types of grooving techniques 1s
U.S. Pat. No. 6,640,605 to Gitlin et al.

In the Gitlin et al. patent, however, the bending webs
between discontinuous grooves have centerlines which are
parallel to the desired bend line. This approach requires that
the bending straps between grooves undergo substantial
twisting, while the continuous webs at the bottom of the
grooves are being bent. The approach results in a bend line
which has less precision 1n 1ts location than would be other-
wise desirable.

Accordingly, 1t 1s an object of the present invention to
provide a method of preparing sheet material for bending or
folding along a bend line which 1s capable of producing
structures that are fluid-tight, can act as EMI shielding struc-
tures, have improved appearance, have additional strength
and are corrosion resistant.

Another object of the present invention 1s to provide a
method of preparing sheet material for bending or folding,
and the resultant sheet, and the bent or folded structure, which
have improved versatility in the ability to vary the bending
characteristics and the materials which may be bent into
structures.

A further object of the present invention 1s to provide a
method for bending or folding a sheet material, the sheet
therefor, and the resultant bent or folded structure formed
using the sheet, which employ groove and bending strap
configurations in order to control bend line location by bal-
ancing the forces 1n the bending straps during bending.

The grooved sheet material and method for preparing a
sheet for bending or folding of the present invention have
other objects and features of advantage which will be set forth
in more detail 1n, and will be apparent from, the following
Best Mode of Carrying Out the Invention, as exemplified and
illustrated by the accompanying drawing.

DISCLOSURE OF THE INVENTION

The method of preparing a sheet of material for bending or
folding along a bend line with a continuous membrane or web
across the bend line, of the present invention 1s comprised,
briefly, of the step of forming at least one groove 1n the sheet
of material with a central groove portion extending 1n a direc-
tion of, and positioned proximate to, the desired bend line.
The groove being formed during the forming step has a con-
tinuous membrane of material across the bottom of the
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groove, or 1s cut through the sheet and has a layer of material
laminated across the cut to result in a grooved, multi-layered
sheet. The groove 1s formed with a configuration and 1s posi-
tioned relative to the bend line to define at least one bending
strap at the end of the groove having a centerline onented to
extend obliquely across the bend line. During bending or
folding of the sheet of material, a balancing of the forces
produced while bending the membrane and bending the
oblique bending strap occurs which controls the location of
bending of the sheet of material. Most preferably, a plurality
of laterally displaced grooves are formed in the sheet of
material along the bend line on opposite sides of the bend line,
which grooves also alternate and are longitudinally shifted
along the length of the bend line. During the forming step.,
cach groove 1s formed with opposite groove end portions that
diverge away from the bend lines so that the end portions of
longitudinally adjacent grooves define a plurality of bending
straps having centerlines oriented to extend obliquely across
the bend line. The forming step can be accomplished by
removing material from the sheet to form the grooves or by
displacing the sheet of material 1n a thickness direction to
form grooves on one side of the sheet, and advantageously, to
form ribs or ridges on the other side of the sheet. Laminated
sheets as well as monolithic sheets may be grooved by cutting
through one layer of material with either post- or pre-lamina-
tion of a second layer to the sheet.

In another aspect, a sheet of material 1s provided which 1s
tormed for controlled bending along a bend line with a con-
tinuous web of material across the bend line. The sheet of
material comprises, brietly, a sheet of matenal having at least
one groove formed therein with a central groove portion
extending in a direction of, and being substantially parallel to,
and positioned proximate to the desired bend line. The groove
being further formed with a continuous web of material at the
bottom of the groove and having a configuration defining at
least one bending strap extending across the bend line at the
end of the groove, with the strap having a centerline oriented
to extend obliquely across the bend line whereby a balancing,
of forces during bending of the web along the central portion
of the groove and bending of the oblique bending strap con-
trol the location of bending of the sheet of material relative to
the bend line. Most preferably, a plurality of grooves are
provided with diverging groove end portions which define
bending straps at opposite ends of the grooves that extend in
oppositely inclined, oblique orientations across the bend line
so as to balance the bending forces 1n a manner controlling
location of the bend.

DESCRIPTION OF THE DRAWING

FIG. 1 1s fragmentary top plan view of a sheet of material
having bend controlling grooves formed therein in accor-
dance with the present invention.

FIG. 2 1s an enlarged, cross sectional view taken substan-
tially along the plane of line 2-2 of FIG. 1.

FIG. 2A 1s a cross sectional view, corresponding to FI1G. 2,
ol an alternative embodiment of the present invention 1llus-
trating grooving of a laminated sheet of material.

FIG. 3A 1s an enlarged, cross sectional view corresponding,
to FI1G. 2 with the sheet having been bent by 90 degrees from
the position shown 1 FIG. 2 1 a direction closing the
grooves.

FI1G. 3B 1s an enlarged, cross sectional view corresponding,
to F1G. 2 with the sheet having been bent by 90 degrees from
the position shown i FIG. 2 1 a direction opeming the
grooves.
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FIG. 4 1s a top plan, fragmentary view, corresponding to
FIG. 1 of an alternative embodiment of a grooved/ribbed
sheet material of the present invention.

FIG. 5 1s a top plan, fragmentary view corresponding to
FIGS. 1 and 4 of still a further alternative embodiment of a
grooved/ribbed sheet of the present invention.

FIG. 6 1s a cross sectional view taken substantially along

the plane of line 6-6 in FIG. 5.

FIG. 7 1s a cross sectional view taken substantially along
the plane of line 7-7 in FIG. 5.

FIGS. 8A and 8B are end elevation schematic views, 1n
cross section, ol a sheet of material being formed with a
groove/rib by forming dies.

FIG. 8C 1s an end elevation view, 1n cross section, of the
resulting grooved/ribbed sheet of matenal.

FIGS. 9A and 9B are end elevation schematic views, 1n
cross section, of an alternative embodiment of a sheet being
formed with a groove/rib by forming dies.

FIG. 9C 1s an end elevation view, 1n cross section, of the
resulting grooved/ribbed sheet of matenal.

BEST MODE OF CARRYING OUT THE
INVENTION

Reference will now be made in detail to the preferred
embodiments of the present invention, examples of which are
illustrated 1n the accompanying drawings. While the imnven-
tion will be described 1n connection with the preferred
embodiments, 1t will be understood that the illustrated
embodiments are not imtended to limit the invention. On the
contrary, the invention is intended to cover alternatives, modi-
fications and equivalents, which may be included within the
spirit and scope of the invention, as defined by the appended
claims.

Referring now to FIGS. 1, 2 and 3 A, a sheet of material 21
can be seen to be formed with at least one groove, and as
illustrated, with a plurality of grooves 22 along a sheet bend
line 23. Grooves 22 extend longitudinally along, and are
preferably placed on alternating sides of, bend line 23, with
adjacent grooves being 1n a longitudinally shifted or dis-
placed relationship, as one proceeds longitudinally along the
bend line. Each groove 22 has a central groove portion 24
extending substantially parallel to desired bend line 23, and
the grooves define at least one bending strap 27, usually
between longitudinally adjacent groove end portions. Straps
2’7 have centerlines 28 orniented to extend obliquely across
bend line 23. The grooves, as best may be seen 1n FIG. 2, do
not penetrate completely through sheet 21, but instead define
at their bottoms a continuous web or membrane 26 which
cnables the subsequently folded or bent sheets to present a
fluid-tight barrier.

The transverse cross sectional shape of grooves 22 does not
have to be U-shaped, as illustrated in FIG. 2, but instead can
be V-shaped, a rectangular shape or various other possibilities
within the scope of the present invention. Similarly, the depth
of the groove and the thickness of web 26 can vary, as will be
illustrated and described below.

In a broad aspect, therefore, the grooves are formed so that
they control bending of the sheet about bend line 23 by a
balancing of the forces during bending. As best may be seen
in FIG. 2, groove 22a, at which the cross section 1s taken, will
tend to bend along a groove bend line 23a which will be
located where web 26 has a minimum thickness. Similarly,
groove 225, the next or longitudinally adjacent groove, will
tend to bend about groove centerline 235, again at a position
at which web 26 at the bottom of groove 225 has a minimum
thickness. Obliquely oriented bending straps 27 have center-
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lines 28 which pretferably are skewed along bend line 23 1n
opposed directions, 1n a manner which can best be seen 1n
FIG. 1. Thus, the lateral oflset of the grooves along the bend
line, as well as bending straps 27 at opposite ends of each
groove, tend to pull the sheet down against central groove
portions 24 of the alternating grooves in a balanced manner.

Straps 27 are both bent and twisted during bending of the
sheet, but they are balanced at each end of each groove so that

the resultant bend line 23 for sheet 21 will be approximately
located equidistant between bend lines 23a and 235. As the
j0g distance between the groove centerlines 23aq and 235
decreases, groove bend lines 23a and 2356 tend to be super-
imposed over sheet bend line 23. As the jog distance between
the grooves increases, sheet bend line 23 wall tend to stay, on
average, equidistant between the two groove bend lines, pro-
vided that the jog distance between the grooves 1s not too
great. As the jog distance between grooves 23a and 235
increases, there will come a point at which a plurality of bend
lines will form, rather than a single sheet bend line 23. The
actual centerline of bending of straps 27, from one groove to
another, becomes relatively complex, but for most jog dis-
tances, including negative jog distances, the location of sheet
bend line 23 will be predictably positioned between the
groove bend lines 23a and 235.

It 1s believed that the lateral jog between grooves can be
reduced to the point that there 1s no bending strap between
side-by-side touching grooves, but there 1s a lateral jog or
distance between the greatest depth of two side-by-side
grooves. In that case (not shown 1n the drawing), the greatest
depth of each groove will produce thinnest webs or weakened
planes that are laterally offset. The sheet will attempt to bend
locally at each weakened plane, which planes are laterally
offset 1n an alternating fashion from each other along the bend
line. Thus, a balancing of forces occurs so that bending or
tolding will be controlled by the lateral jog between alternat-
ing groove bottoms and will occur on the desired bend line. A
special case of this approach of using a balancing of the web
bending forces without having bending straps would be a
continuous wave or longitudinally undulating groove which
alternatively crosses back and forth along the bend line.

Returming now to the illustrated embodiments, 1n FI1G. 3A,
sheet 21 has been bent 1n a direction closing grooves 22, while
in FI1G. 3B, sheet 21 has been bent 1n an opposite direction
opening grooves 22. Both types of bends are within the spirit
and scope of the present invention, and the selection as
between the two types of bends often will be made based upon
the appearance eflects. Both types of bends result 1n a mem-
brane or web 26 that extends across the bend and provides a
fluid-tight barrier of the type which 1s highly desirable for
many applications. Moreover, the membrane which extends
across the bend can act as a substrate for support of, for
example, electrical circuit path or trace that 1s laid down or
deposited on the sheet across the bend. Still further, the web
which extends across the bend adds to the strength of the
bending straps so that an improvement in the overall bend
strength can be realized.

Referring turther to FIG. 3A, during the bending process, 1t
should also be noted that bending straps 27 at opposite ends of
grooves 22 will pull or snug the side of the sheet between
arcuate groove end portions 30 down against central groove
portion 24. Thus, sheet 21 1s pulled down at area 33 and an
inner side 31 of the sheet will slip over the inner side 32 on the
opposite side of groove 22a. This pulling down of section 33
during the bend occurs on alternate sides of the bend line
along the length thereof. This again effects a balancing of the
tension forces in the straps and webs so as to enhance control
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of the location of sheet bending, and 1t enhances the overall
strength of the bend when the bent structure 1s loaded.

In FIG. 3B a similar effect occurs when the sheet 1s bent 1n
the opposite direction. The areas 33 of the sheet between
arcuate groove end portions 30 are pulled slightly up or
toward a central groove portion 24 on the opposite side of the
bend line 23. This occurs at alternating central portions 24
along bend line 23 and again 1s therefore balanced and makes
more predictable the location of bend line 23.

There are numerous ways ol grooving sheet material 1n
order to practice the present invention, and 1t will be under-
stood that any process which 1s capable of grooving a sheet of
material 1s regarded as being within the spirit and scope of the
present invention. Some processes, however, are particularly
well suited to specific applications. Grooves 22, as 1llustrated
in FIGS. 1, 2, 3A and 3B, are formed by removing material
from sheet 21, and the amount of material removed has a
depth dimension less than the thickness dimension of the
sheet. The grooves 22 can be advantageously formed, for
example, using milling or routing/machining processes,
which are particularly well adapted for use in grooving
thicker metal sheets. A single point tool also can be employed.
Etching, chemical milling and plasma or 1on milling can be
used advantageously for thinner sheet material and can be
used for nano-technology application on metallic and non-
metallic sheets. Laser or water jet groove forming can be
used, although controlling the depth of penetration of lasers
and water jets requires care.

The width and depth of grooves 22, as well as the lateral jog
distance between grooves, can be varied. A typical starting
place 1s a groove having a width dimension approximately
equal to the thickness dimension of the sheet of material and
a depth dimension of about 80 to about 90 percent of the
thickness dimension of the sheet of material. These dimen-
s10ns can be varied considerably, depending upon the particu-
lar application and the strength needed for the part or product.
In the 1llustrated groove pattern of FIGS. 1 and 2, it will be
seen that the jog distance between centerlines 23a and 235 1s
approximately equal to the width dimension of the grooves so
that sheet bending line 23 1s aligned at the aligned edges of
alternating grooves 22.

The process and apparatus of the present invention can be
used for bending metallic, non-metallic and composite sheet
matenal, as well as laminated layers of metallic and non-
metallic materials. Thus, the present invention 1s particularly
well suited for use 1n the semiconductor industry. As the sheet
material becomes thinner, forming the grooves using a chemai-
cal etching process also becomes more practical, and eventu-
ally one of the more preferable techniques, especially 1n
nano-technology applications.

FIG. 2A illustrates an alternative embodiment of the
present invention in which a laminated sheet 21' has been
grooved 1n accordance with the present invention. Sheet 21" 1s
comprised of an upper sheet or layer 20 to which a lower sheet
or layer 25 1s adhered, bonded or laminated, for example, by
an adhesive or thermal bonding process. Layer 20 could, for
example, be a sheet of a material having poor ductility, such
as a brittle fiberglass or plastic, while layer or sheet 25 could
be a very ductile sheet or layer, such as a ductile metal.

Sheet 20 1s shown with grooves 22a' and 225" which pret-
erably have been chemically etched into a metal or plastic
sheet. When the etching process reaches the top surface 19 of
sheet 25, etching can be stopped, for example, by neutralizing
the etching chemicals or by the adhesive layer which bonds
layers 20 and 25 together, or by the chemical inertness of the
material of layer 25, as compared to the chemical reactivity of
layer 20. Grooves 224" and 226" correspond to grooves 22a
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and 2256 1n FIGS. 1 and 2 and have groove bend lines 234’ and
235" with sheet bend line 23', as described above for FIGS. 1
and 2.

The grooved laminate sheet 21' will have bending webs 26
that are ductile and facilitate bending in the same manner as
shown 1n FIGS. 3A and 3B, only the sheet will be a laminated
sheet.

It also will be obvious to one skilled 1n the art that lami-
nated sheet 21' of FIG. 2A can be grooved using any or all the
techniques set forth above instead of etching. Various com-
binations of materials can be laminated together to produce
various strength, ductility conductivity, erosion resistance
and other effects which will not be easily achieved when a
single layer of material 1s used. Laminated sheets also may
have, as one form, the mere adherence of a layer of a flexible
coating 25, such as, a paint, epoxy, dip brazing layer, etc.,
which again can have advantages when layer 20 1s relatively
thin.

While laminating 1s described above as a pre-grooving
step, 1t will also be understood that layer or sheet 20 can be cut
through to form slits and layer 25 laminated or adhered to
layer 20 after the slitting occurs. This converts the slits to
grooves 1n which there 1s a continuous membrane or web 26
across the bottom of what was slits. Laminated sheet 21" also
could have more than two layers, and grooves 22a' and 225
could penetrate less than all the way through upper layer 20 or
into lower layer 25, depending on the bending effects desired.

Whether laminated or monolithic sheets are grooved in
accordance with the present invention, the grooved sheets
with continuous webs can be used 1n many fluid-tight struc-
tures. Thus, hermetically sealed enclosures can be crated to
contain partial vacuums or positive pressures. EMI shielded
structures can be created, as can boats, heat exchangers, cata-
lytic arrays, vessels and fluid reservoirs, to name only a few of
many fluid-tight possibilities.

Additionally, the grooved bent sheets of the present inven-
tion, with their continuous webs across the bends, are particu-
larly well suited for use 1n printed circuit board (PCB) or
printed wiring board (PWB) applications because the con-
tinuous webs give greater flexibility 1n the location of con-
ductive paths on the sheet material. While bending straps can
also function as support surtaces for PWB or PCB paths when
the sheets are slit and discontinuous at the slits, having a
continuous web across the bends allows flex circuit paths or
flex circuit traces 1n more locations on crowded boards. Addi-
tionally, electrical component or micro device housings,
which are mounted to PWB or PCB, also may be advanta-
geously formed using the sheet grooving technique of the
present invention.

As shown 1n FIGS. 5, 6, 7, 8C and 9C, grooves are formed
on a front side of the sheet material and ribs are formed on the
back side of the sheet by displacing the sheet of material in the
thickness direction without severing or penetrating through
the sheet. FIGS. 8 A-8C and 9A-9C illustrate two techniques
for forming the bend line controlling grooves/ribs by displac-
ing the sheet of material. Such displacement can be effected,
for example, by stamping, punching and roll forming.

In FIGS. 8A-8C, sheet 41 1s positioned for grooving/rib-
bing using stamping, punching or roll-forming dies, sche-
matically shown at 42 and 43. In FIG. 8A the sheet 1s placed
between dies 42 and 43, and 1n FIG. 8B the dies are closed so
that the male die 42 displaces the sheet of material into the
temale die 43, with the result being shown 1n FIG. 8C as a
sheet 41 having a groove 44 on a front or upper side of sheet
41 and a ridge or rib 45 on the back or downward side of sheet
41. The groove/rib will advantageously take the longitudinal
shape of grooves 22 as shown 1n FIG. 1, although the dies and
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groove/rib are only schematically shown in FIGS. 8A-8C as a
cross section through the central portion of the groove/rib. As
will be seen, bottom 46 of groove 44 1s formed as a continuous
web or membrane, which again will act as a fluid-tight barrier
and a continuous surface across the bent sheet.

In FIGS. 9A-9C, a sheet 51 15 being formed by dies 52 and
53, but in this case, the depth of the groove/rib forming
surfaces 57 of female die 53 1s less than that i1n FIG. 8A, with
the result that the male die 52 will plastically deform and thin
web 56 of groove 54. This can best be seen by comparing FI1G.
9C to FIG. 8C. Such a groove/rib will have a work-harden
web 56 with some increased brittleness. However, work hard-
ening of web 56 will vary with the ductility of the material
being formed, and 1t can be mnfluenced by heat or chemical
treatment, 11 required. Thinner web 56, 11 the work hardening
1s neutralized, will generally produce a somewhat easier sheet
to bend.

Heat and/or chemical treatment of the webs at the bottoms
of grooves formed in accordance with the present invention
can be used to influence the bending or folding forces, regard-
less as to whether or not the webs have been work hardened by
the groove forming process. Thus, for metallic and non-me-
tallic materials localized applications of heat or chemicals
can be used to anneal or soften the webs and/or bending straps
to thereby reduce force required to bend or fold the sheet.
Metals with high conductivity will tend to rapidly conduct
heat away from the area being annealed, but differential heat-
ing or heating and simultaneous cooling or quenching could
be employed.

Similarly, chemical softening, particularly of non-metallic
or composite sheets also may be feasible, with masking and/
or chemical neutralization being used to control the area
alfected. Chemical softening may be more easy to control
than heat treatment since the chemicals will not disperse as
quickly as heat 1s conducted away from the site at which 1t 1s
applied.

Another way of producing thinned web 56 of FIG. 9C 1s to
use a combination of deforming and removing of material.
Thus, the grooved sheet 41 can be abrasively treated or
ground on 1ts outside surface so as to thin the thickness of web
46 to that of web 56. Such grinding will involve generation of
heat that atfects ductility, but generally grinding to produce a
reduced web thickness will be an approach in which the

ductility and malleability of web 46 will not be as adversely
cifected as 1n the process of FIGS. 9A-9C.

As will be seen in FIGS. 8C and 9C, grooves 44 and 54 have
a depth dimension which 1s greater than the thickness dimen-
s1on of sheets 41 and 51. It also 1s possible to displace sheets
41 and 51 by an amount that 1s less than the thickness dimen-
s1ons of the sheets. This step will also produce ridges or ribs
45 and 55 on the back side of the sheets, but 1f ribs are not
required for stifiness, as set forth below, the back sides of such
sheets can have the ribs or ridges ground off flush to the rest
of the back side of the sheet. This thins webs 46 and 56 and
climinates the back side ribs 45 and 55.

Turning now to FIG. 4, a sheet grooving and ribbing
scheme 1s shown 1n which a plurality of grooves/ribs 62 are
formed 1n sheet 61, with each groove/rib again having a
central portion 64 which 1s generally parallel to abend line 63.
End portions 70 diverge away from bend line 23 to define
bending straps 67 that have centerlines that are oblique to the
bend line 63. In the embodiment shown 1n FIG. 4, grooves/rib
62 take the form as shown 1n FIGS. 8C or 9C, namely, the
sheet material has been grooved by displacement of the sheet
so that the front side of the sheet 1s grooved at 44 and 54, for
example, and the back side of the sheet has a corresponding
rib or ridge 45 and 55 which protrudes outwardly of the sheet.
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When groove/ribbed end portions 70 of the sheet extend a
significant distance laterally away from the bend line, the ribs
formed on the back side of sheet 61, 1n effect, stiffen the sheet
proximate straps 67 and force straps 67 to bend 1n the desired
location by supporting the sheet against bending in other
locations. In the most preferred form, groove/rib end portions
70 extend away from the bend line by distance equal to
between about 5 to about 10 times the thickness dimension of
the sheet of matenal.

In FIGS. 5, 6 and 7, a further alternative embodiment of the
grooved/ribbed sheet of FIG. 4 1s shown 1n which a transi-
tional areas 83 between the central groove/rib portions 84 and
the end groove/rib portions 90 of grooves/ribs 82 have an
increased width dimension. This addition area at 85 allows
sheet 81 to bend without displacement or puckering in the
thickness dimension of the sheet at the transition between the
grooves/ribs and the straps.

While the direction of bending of the groove/rib sheet of
the present invention can be used to enhance the appearance
of the 1nside or the outside of the bent structure to be formed,
it 15 also possible to use flexible coatings 1n combination with
the present sheet grooving invention. Thus, a thin coating of a
flexible material, such as an epoxy or paint can be placed on
the grooved sheet prior to bending and then the sheet bent into
the desired structure. The adhered coating across the webs at
the bottom of the grooves and the straps will flex to accom-
modate the bend without fracturing or having the coating
continuity impaired.

The primary advantage of the apparatus and method of the
present invention 1s that a continuous web or membrane will
exist across the bend line to fluid-tight or EMI applications,
but the present grooving technique can be used for other
applications when 1t 1s expected or contemplated that web 26
will fracture upon folding of the sheet. Even when the grooves
are too wide for edge-to-face engagement, which produces
the high precision material folding as disclosed 1n the above-
referenced related applications, the grooving technique of the
present mvention will produce bending in predictable loca-
tions with suflicient accuracy for many applications that do
not require a fluid-tight membrane across the fold.

Having described the apparatus of the present invention,
the method of preparing a sheet of material for bending along
a bend line with a continuous membrane across the bend line,
can be described. The present method includes a step of
forming at least one groove in a sheet of material, with a
central portion of the groove extending in a direction of the
desired sheet bend line. The groove 1s formed with a continu-
ous membrane or web of material across the bottom of the
groove and 1s further formed with a configuration, and 1is
positioned relative to the bend line, to define at least one
bending strap at the end of the groove having a centerline
oriented to extend obliquely across the bend line. The result-
ing sheet will experience a balancing of bending forces pro-
duced during bending of the membrane and bending of the
oblique bending strap, which balanced forces control the
location of bending of the sheet of material. The thin web at
the bottom of the groove will provide a weakened plane at
which bending will occur along the central portion of the
groove, and the end portions of the groove define a strap
which will be configured, so as to balance the strap bending,
forces and predictably position the bend line on the sheet of
material. Alternating obliquely oriented straps defined by
longitudinally adjacent diverging groove end portions will
insure such a balancing of bending forces and, accordingly,
the present method also preferably includes the step of form-
ing the groove to define such straps.

10

15

20

25

30

35

40

45

50

55

60

65

10

The present method can be accomplished using monolithic
sheets (FIGS. 1, 2, 3A, 3B) or laminated sheets (FIG. 2A) by
removing material from the sheet to form the grooves, or by
displacing the sheet 1n a thickness direction without severing
or penetrating the sheet. In one embodiment, the sheet 1s
displaced outwardly to form ribs or ridges on the back side of
the sheets, and the end portions of the grooves ol the back side
of the sheet provide stiffening ridges which extend away from
the groove by a distance which reinforces and controls bend-
ing of the bending straps. The removal of maternial can be
accomplished using milling, routing, chemical etching, 1on
milling, laser cutting or water jet cutting of the sheet of
maternal, and displacing of grooves can be accomplished by
stamping, punching or roll-forming of the sheet of matenial.
As a further step in the present invention, after the sheet 1s
grooved, the step of bending the sheet of material will be
performed to bend the continuous webs and to bend and twist
the obliquely oriented bending straps. The sheet can be bent
or folded 1n a direction closing the grooves or in a direction
opening the grooves, within the spirit and scope of the method
of the present invention.

The invention claimed 1s:

1. A sheet of material formed for controlled bending along
a desired bend line with a continuous web of material across
the bend line comprising:

a sheet of material having at least one groove formed
therein with a central groove portion extending substan-
tially parallel to and positioned proximate to the bend
line, the groove further having a continuous web of
material defining a bottom of the groove and having a
configuration defining at least one bending strap extend-
ing across the bend line outside of the groove, the bend-
ing strap having a centerline oriented to extend obliquely
across the bend line, whereby a balancing of the forces
during bending of the web along the central portion of
the groove and bending of the oblique bending strap
controls the location of bending of the sheet of material
relative to the bend line.

2. The sheet of material as defined 1n claim 1 wherein,

the groove 1s formed by removing material from the sheet
of material, and the groove has a depth dimension less
than a thickness dimension of the sheet of matenal.

3. The sheet of material as defined 1n claim 1 wherein,

the groove 1s formed by displacing the sheet of matenial 1n
a thickness direction of the sheet of material without
severing the sheet of material.

4. The sheet of material as defined 1n claim 1 wherein,

the groove has an end portion diverging away from the
bend line to define the bending strap, and the sheet of
material on a side opposed to the diverging end portion
1s displaced out of the plane of the sheet of material and
against the central groove portion during bending.

5. The sheet of material as defined 1n claim 1 wherein,

a plurality of grooves with continuous webs at the bottoms
of the grooves are formed 1n the sheet of material along,
and proximate to the bend line on sides of the bend line
which alternate along the length of the bend line, each of
the grooves being formed with opposite end portions
that diverge from the bend line so that longitudinally
adjacent end portions define a plurality of bending straps
extending across the bend line at the ends of the grooves

and having strap centerlines that are obliquely oriented
to the bend line.

6. The sheet of material as defined 1n claim 5 wherein,

the centerlines of the straps defined by the end portions of
the grooves extend 1n oppositely inclined directions so
that bending straps at the opposite ends of each groove
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pull against the forces resulting from bending the webs
at the bottoms of the grooves to control bending.

7. The sheet of material as defined 1n claim 6 wherein,

the bending straps are formed and positioned to pull the
sheet of maternial down out of the plane of the sheet of
material on alternating sides of the bend line.

8. The sheet of material as defined 1n claim 5 wherein,

the grooves are positioned with the bottoms of the central
portions of alternating grooves laterally equally spaced
from opposite sides of the bend line for bending of the
sheet of material along bend line segments that arc alter-
natively laterally spaced from the bend line with bent
and twisted bending straps extending across the bend
line between the bend line segments.

9. The sheet of material as defined 1n claim 3 wherein,

the displaced grooves form protruding ridges on the back
side of the sheet of matenal, and the grooves and nidges
have end portions extending away from the bend line 1n
a near normal orientation to the bend line, and the end
portion ridges extend away from the bend line by a
distance sufficient to insure localized bending of the
sheet of material at the bending straps and along the
central portions of the grooves.

10. The sheet of material as defined 1n claim 9 wherein,

the end portion ridges extend away from the bend line by a
distance equal to between about 5 and about 10 times the
thickness dimension of the sheet of material.

11. The sheet of material as defined 1n claim 5 wherein,

the grooves are each formed with an increased width
dimension at areas of transition between the central por-
tions and the end portions of the grooves.

12. The sheet of material as defined 1n claim 5§ wherein,

the grooves arc formed by removing material from the
sheet of matenal, and the grooves have a depth dimen-
stion less than a thickness dimension of the sheet of
material.

13. The sheet of material as defined 1n claim 5 wherein,

the grooves are formed by displacing the sheet of material
in a thickness direction without severing through the
sheet of material.

14. The sheet of material as defined 1n claim 5 wherein,

the grooves are formed by displacing the sheet of material
in the thickness direction and by removing material from
the thickness dimension of the grooves at the bottoms of
the grooves.

15. The sheet of material as defined 1n claim 14 wherein,

the material removed at the bottom of the grooves 1s
removed 1rom a back side of the sheet of material.
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16. The sheet of material as defined 1n claim 13 wherein,

the grooves are displaced into the sheet of material by a
depth dimension greater than the thickness dimension of
the sheet of material.

17. The sheet of material as defined 1n claim 5, and

a flexible coating of maternial adhered to the grooved side of
the sheet of material.

18. The sheet of material as defined 1n claim 1 wherein,

the sheet of material 1s comprised of at least two layers of

sheet material adhered together to form a laminated

sheet.

19. The sheet of material as defined 1n claim 18 wherein,

the groove extends completely through an upper layer to a
lower layer of the laminated sheet.

20. The sheet of matenial as defined 1n claim 19 wherein,

the lower layer of the laminated sheet has greater ductility
than the upper layer.

21. The sheet of material as defined 1n claim 19 wherein,

the groove 1s chemically etched 1nto the upper layer of the
laminated sheet.

22. The sheet of material as defined 1n claim 1 wherein,

the thickness of the bending strap 1s substantially equal to
the thickness of the sheet of matenal.

23. The sheet of material as defined 1n claim 1 wherein,

at least one of the grooves includes arcuate end portions
extending from opposite ends of the central portion and
diverging away from the bend line.

24. A sheet of material formed for controlled bending along,

a desired bend line with a continuous web of material across
the bend line comprising:

a sheet of material having at least one groove formed
therein with a central groove portion extending substan-
tially parallel to and positioned proximate to the bend
line and end portions extending away from the bend line
at an oblique angle, the groove further having a continu-
ous web of material defining a bottom of the groove and
having a configuration defining at least one bending
strap extending across the bend line outside of the
groove, whereby a balancing of the forces during bend-
ing of the web along the central portion of the groove and
bending of the bending strap controls the location of
bending of the sheet of maternial relative to the bend line.

25. The sheet of matenial as defined 1n claim 24 wherein,

end portions of longitudinally adjacent grooves define a
plurality of bending straps extending across the bend
line and having centerlines oriented obliquely to the
bend line.

26. The sheet of material as defined 1n claim 24 wherein,

the at least one groove 1s formed by displacing the sheet of
material 1 a thickness direction without severing the
sheet ol material.
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